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METHOD OF *aAHUFACTURING BLADR OF HOCKEY STICK OH THE 
hlK&t AND BI.ADB OF filiOXrK AND BLAHE COKH 

ABSTRACT 

A method of manufacturing a bl&de t>f a Kockey stick or the likOr ^ blade and a 
blade core used in the blad^f. The blade core is manufactMr^d of a plastic ma* 
l<3ria|. recesses for ^^rranging s strengthening layer bcjing provided in vertiCi^] 
sides thereof, AccordinQ to a preferred embodimenl of the Invention, the sides 
of the blade core are provided with tv/o recesses within each other. Kurthqr- 
mdre. 3 feintorclng element cut off from a wooden plate can bo used as an 
inner strengthening layer of the blade odre. 
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METHOD OF WAkUFACTURING BLA&E OF HOCKEY STICK OR THE LIKE. AND 
BLADE OF STICK AND BLADE CORE 

BACKGROUND OF THE INVENTION 

The inventbrr relates to a moXhod of m^nufacfurtng a blade of a 
o hockey stick or the liko, m .vh(ch m^M,o6 strengthening layers .re arranged in 
vBrt,ca/ .,des of 3 cor. of the b^arfe manufactured of 3 wear-restetant pfastk. 
matenal such that ^east at a Io.ver edge of the blade, the blade ere extonds 
farther ttrsn Iho strengthening (aye«, and form, a wear-i^sislant border for the 
edge- 

'° . ^"^^^^ '"^'^^"^ ^ ^'^^^ ^ ^^^^l^^y stick c,r the like 

the bj.de Gor^phsing . core of the blade .nd .trengthenmg layor^ arranged in 
vertical s^des of the blade core, the blade oore baing m.de of a woar-r.sistant 
plastic material and at l«ast at a lownr edge of the blado. the Wade cor^ ex- 
ter^drna farther than the strengthening layer.. «/,er«j,y the lower edge of the 
t>lade IS provideo" with ?i wear^resistanf border. 

The invention further relatos (o a blade core comprising v«,tio^il 
oides, a lowof edge to be arrangoc agai.st a playing s^rf ce and ar^ upper 
ndge o.posft. to the lov.er odge, a tip and o heel, the blade cor. bl. 
manufj^ctured of a plastic maleriaj. 

Con^^entiofWIy, the blades of hockey .^icks and bandy slicks or the 
like have boen manufactured by gluing together several sheets of wood <n 
order to make the blades s{rr,nger, layers of fibor-relnforx:ed plastJc e g fiber- 
ylpss h.v^ been con^binod .vi'th the wooden layers. Such a sfrxjcture is right- 
^^cM buf not durable encugh in conn^ctfon with 3lap shofs in particular Fur- 
thermons, the lower edge of fho blad.. i.e. the edge facfng the playir^g surfao. 
wears do..vn. which may causa reinforcing fiber, of the lamin^fe layer at the 
lower edg^ of the blade to break do«.n and tJie lamination to be. tom 
means that the structure is sirbstant^.lly impair^, a yam« r^s^n.bling ice- 
hookey ^s incr^asmgly being played on roller-skates as well. The playing sur- 
face, IS th.n the floor of a sports center o. even asphalt, in whic*. <^se tho stick 
s/>ouid be substantiaJry moro wear.fe.i.tant th^n whon playing on slippery ice 
•n tj,e conventronal manner. Attempts have been ,T,ade to improve the .4a.- 
resistance of the bl.de structure by replacing the .vooden cor^ with a Wade 
core m^r,utaciu.cd of a thermopiasfic plastic matenal. Rber- reinforced stiffen- 
ing layers have been laminated in the side surfaces of auch a cor« such fhal 
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the plastic bfade core af least at the lower edge of the blade extends farther 
than the laminate Jayers, thus forming a wear^resistant bordtjr. f his bisdej 
structure dfsclosed in US Psdent 4,059.269 has becomo known particularly for 
its high wear-resistanca. Players, however, fM the blade loo heavj^. Furthef- 
more. somo players are not satisfred with the playing characteristics of fhe 
blade because they feel the blade is Insensitive when it comes fo handling a 
puck. 

BRIEF DESCRIPTION OF THE IMVEI»ITION 

An ob]et:t of the present imention is to iDrovide a method enabling a 
simple way to manufacturo blades oJ a stick. A further object \a to prrjvide a 
bl96e wtnch has good mechanical praporties wifh respect to its weight and 
whfRh 18 easy £ci manufacture. A still further object fs to provide a blade core 
whichi enables strong blados with good playirtjj characJeriatics to bo manufac 
tured. 

A methoc? of the invention is characterized by using a premanufao- 
tured blade core, at iRnst one side of the biade core being provided with a flat 
recess which is parallet with a surface of tJ^e side and wJiich is at /oast ap^ 
proximately similar in length ta the blade core, and embedding a sfructuraf 
Jayer in. said receaa to strengthen the blade. 

Furtliennore. a blade of a estIcK accordioQ to the invention is char- 
acterized in that at least one side of the Wade core is provided with a flat re- 
cess parallel Lvith g siurtace of the blade, snd that at least ont3 of strenflffiening 
iayers in the side of the blade is arranged ir> said recess. 

Further, a blade core of the Invention is characterized in that at 
least one side of the blade core is provided with a flat recess for arranging a 
strsiigthoning layer, the rooess being panallef with a surface of the blade core. 

The Idea i/nde/fying the inventiwi is that the inner part of the blade 
comprises a blado cone .manufactured of a wear-resistant plastic material, the 
blade core at least at the tower edgo or the blade extending farther than the 
strgngthening layers arranged in the sides of fhe bJade core, thus tbrining a 
wear-resistar^t border. A side of the blade core is provided with a flat recess 
wherein at least or>e of the layers strengthening the slractur^j of the l)!ade is 
arranged. The recejss is parallef with the surface of the side of the blade core. 
1.0. verficaf, and at feast appioximately similar in longth to the blade core. 
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The idea underlying a preferred embodiment of the invention is that 
at least one gido of the blade core is provided with at least two recesses which 
narrow step^^f^o hor, the surface of th« bJade core towards the inner part 
thereof. T]ie surfaco area of the strengtheniag structyraJ la/er arransed in an 
mnor recess is thus smaller than the surface art^a of (he layer arranged ir. .^n 
outer recess. If desired, all strengthening structural Isye^ attached to the 
Sides of the b/ade oore may bo embedded in the recesses of the bfade cure. 

The ides underlying a seconri preferred embodiment of the inven- 
tion ,s fhsf wooden strengthening layers are arranged in the inner recesses 
whife the outer recesses are; provided with fayera made of a fiber- reinforced 
plastic material. 

Th& idea underjyioB a thine? embodiment of the invention is that fbe 
hlade is assembJed from pre manufactured strtictural components, such as a 
blade oare and reinforcing elements cut to oorrespor^d the shape of the re- 
cesses to be fittacMed theroto. 

An advantage of the Invention is that the blade » simultanenusly 
v/ear-re.si5tant and rfgfd but still lightweight. TWs is enabled by the recesses 
provided in the blade core wherein the layers stUfening the blade structure are 
arranged. Partfcurariy .vhon wood, which is Irghtcr than the material of the 
blade core, is used as the strengthening layor the wfiight decreases siynjti- 
cantfy. The voJume of the recesses is then replaced t>y a fighfer material 
v/firch nesaJls in good weight/rigiJfty ratio for the blade. Furthermore, at the 
edges, whtch are subjected to impacts ar>d wear, the bJade core manufectyrod 
of a weiir^resistar^i plastic material extends farther than the rest of the oompe- 
ner,t5, thus forming a bonder to protect the blade structure. The playing char- 
acteristics, i.e. the feef far the puck, of the blade of the lnventfor> are also 
good. An important advantage is also that ths bfade structure is wefl suited for 
industrial mass production, whjch enables sticks to be manufactuf^^d at com- 
petifivo prices. The blade fs quick to assemble fro/n premanufacturetJ compo- 
nents and the assembly may be carried out even in ana automated stage of 
operation. 

BRIEF DESCRIPTION OF THE DRAWI^(GS 

The inv9r>tion will be described in closer detail in the accompanyfng 
drawings, m whJch 
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Figure 1 is a schemstic side view of 8 blado of a stick aecorjmfl to 
the invention, 

Figure 2s is a schematic cross- sectional viev/ of a blade core used 
in the stick of Figure 1 , and Figure 2b \s g cross- SfBRtional view of an assem- 
b(9d t>idde, 

Figure 3 is a schematic sido view of a second biade of the inven- 
tion, 

Figure 4a rs a schematic cross-scctionai view nf a WadG core used 
in tho blade of Figure 3, antf Figure 4f> is a cross-sectional vrew of an assem- 
iDled biado. 

Figure 5 fs a sicTe vitjvj of the tilado core of the invention, and Fig- 
ures 6a and 6b are cnass-sectional viows of thn blade core fallen at differeni 
points ffiereof, 

Figures 7a to 7d show further cross-seofionai views of the bJad© 
structures acoarding to the fdea unctertyir>[j iho invention. 

Figure 8a Is 9 schemafic side view of a blade structure of the inven- 
tion, and Figure 8b is a cross^sectional viovtir of the same tsken along line C - 

Figure 9a is a schisinatrc sido view of a stiffening element which can 
be arranged in the blade core of Figure fia. and Figure 9b is a cross-sectional 
view of fhe stiflicidnQ element fallen along lino D-D, 

Figures 10s to 10c are sciiefiiatin side views of stages of the 
manufa.cture of a bJade according to d preferred embodiment of fhe invention, 
and 

Figure -f -fis a schemafic and cross-seclbnal vievi^ of the structure of 
a blade accordmg to a preferred embodinnent of the invention taken along line 
E-E. 

In tine figures, like reference numerals identify Ifke elements. The 
figures have been simplified for the sate of cJarrt/. 

DETAILED DESCRiPTfOhf OF THE fNVEISfTION 

FfDure 1 Is3 a side view Of b blade of the invontion. It should immedi- 
ately be noted that although the figures in tho application and tfie description 
tfiereof only show blade structures of hockey sficl^s, it is obvious that the in- 
vention can also be applied to sticks used in bandy, Jinkball, street hockey and 
the like. Furtbennore, fhe invention can be apptied both to the sticks used by 
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goalies and other players. A blade core 2 manufacfured of a thermopl?Jsttc 
plastic, 8UCI1 as ABS (Acr/lonitrile Butadiene Styrene) pJasBc or potyelhene. 19 
used in the blade 1 . 8 crass-5©ctiona! view of the blade core 2 bemg shown in 
Figure 2a. Tho blade core 2 oamprises verticaJ sides 2a and 7,b, a lov^er erig& 
2c to be arranged ngai'nst a playing surface, an upper edge 2d opposite Ihe 
lower erfgo 2c. an edge 2e feeing a tip of the blade, and further an edge 2f 
facing a shaft 3 of the stick. Recesses 4a and 4i3 are arranged in the sides 2g 
and 2b of the blade core in corirtection with thtj manufadure of the blade core. 
The edge of the recess 4a is indicaled in a bmken «ne in Figure 1. An inner 
strenythening structural layer S Is arranged in the recess. «i5 shown by Figure 
2b. The strengthening layer fs preferably itiadc of wood, which is more ngid 
than the thermoplastic plastic used m tho blade core being, however, lighter at 
the same time. When the part of the plastic material of the blade core corre- 
sponding with tho rocesses is then repJaced a.g. by lightweight wood, the 
sfnucture heoomes not only stiffer but also lighter. The riQidity/Weiglit ratio in 
v/ood is partiGu/arly good, and vwod is also otherwise suitable foi- the atrvc- 
fures of sticks. The inner reinfonoement may. of course, also bo made of any 
other suitable strengthoning material, such as o.g. a fiber-reinfbrced plastic 
material or a piece cut off from some other sheBt^!il<o matenal. Further, in a 
manner known per se. a layer of a glass-fiber-reinForced plastic material is 
laminated as an uuter layer 6 on the sides of the blade, instead of glas.s fabric, 
also other suitable reitifardng fibers cammortly used in tho field, such as car- 
bon and/or aramkf fiJiers. may naturslly bo used in the Q..jtor strengthening 
Jayer. The fibers do not necessarily have fo be woven fabric but thoy can also 
be e.g. b<aid. ffber-reJnforced mat or the like. A plastic matrix used in tho rein- 
forcement can be epojcy resin, polyester rosin or some such material suitable 
fof tlie purpose. A necessar/ number of strengthening layers Js kmmafed on 
lop of eacJi other and th© characteristics of the bl^ide can be adjusted by e.g. 
modifying the direction of the fibers in tho Jayere and the order in which the 
layers are arranged on top of each other. The outer sfrengthRping layer rs 
foffned such that it doe* not quite roach the upper and louver edges of the 
blade, in whic*^ case the blade core forms a wear- and iiTipact-resistar?t border 
7 at the upper and lower edges of the blade. It is preferablB bo form such a 
pratecting border at the tip of tJie blade as tt-eJi. The outer strengflienrng layer 
6 is further beveled at its edges in the manner shown in Rgure 2b. whereby 
the rfsk af tiie strengthening layer being torn and damaged is smafler. The 
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oater strongtJieninfl layer 6 preferaWy extends over the joint of the blade and 
the Shan 3, whereby the shaft and tho Wade are joined together by utilizing the 
outer strengthening layer fi. The outer strengthening layer may further e:<tend 
a necessary distance upwards the shaft of the stick, which makes the joint 
between tho blade and the shaft as well ss the lower part of the shiaft sturdier, 
'f'he outer strengthening layer is preferably d uniform piece of reinforced fabric 
cut to a specified shape, oxtending from the first side of tho blade over the 
heel all the way to the second ijide of the blade. Correspondingly, the Inner 
strengthening layers can be cut in advance to noinforcinQ etements with a 
specified size, in which casn, depending on the structure and tht? materials, il 
is simplB to g(ue, v^'eld or laminate them into the recesses of the blade core in 
connection with tho assembly of the btade. Such premanufactured reinforcing 
elements car^ be t:ut off e.g. from a sheet of wood hnving a suitabJe thickness. 
The ciittir>g can be ca/ried out accurately and efficiently by die cutting, e.g. in a 
press by stamping or water Jet cutting. Ttie thickness of the reinrore;ing ele- 
ment may be constant from the tip fo the heeJ of the blade, and simifariy from 
the upper edge (o the lower edge of the Wade, since ttie shape of the blade fs 
mainJy determirted Uy the blade core. This makes tlie sfrucfurai components 
substanJiatly easlRr to manufacture. In connection with tho manufacture, n 
rdntfvely tfiin remforcing elejmeni may, however, easify be bent into its place in 
the recess regardless of the curvature ol the blade or the profile of tho recess. 
For example, there is a bend in the middfe section of the recess shov/n in Fig- 
ure 2a. In an assembly press the wooden plate bends according to the shape 
of the njcess. The recess does thus not necessarily have to be rectangular as 
seen from the Up of the blade but if necessary, it may be given e.g. a slightl\' 
cun/Qd shape when fqund relevant to the strength, rigidit/ or charaoterisfJca in 
use of the blade. 

Figure 3 shows a second Wade structure of the invention which is 
similar to the one disclosed above eKcept that both sides 2a and 2b of the 
blade core are now provided with two recesses within each other. In a vertical 
direction of the blade, the inner rwoss 48, 4b is smaller than the outer recess 
9a. 9b, whereby the surface area of the recesses decreases stepwise from trie 
surface of the IjJade towards the inner part thereof. The inner recess is usually 
deeper than the outer rocess. The depth of the inner recess is preferably 1 to 
T.5 mm and the depth ot the outer recess is preferably 0.5 mm. The depths 
may also be equal, depending on the neinforeing eicments used. Furthermore. 
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in a longitudinal direction of the blad© the recesses may be equaE in length, or 
the outer recess prfjfcrably extends farther towards th© tip of the blade, as in 
Figure 3. Figure 4b ahcws th& strengthening layers embEddfxJ in the blade 
core. Tho inner reinforang element 5 is prefernbly a piece cut off from plgte- 
6 lil<e sheel of wood to a shape correi^ponding rath thnt of a side prolile of the 
inner recess, the surfaces of the piece being spread vdlh epoxy resin or some 
such gluing agent. The outer rsmforcing <flemcnt 6, in turn, is a piece cut to 
shape from glass Rberor some such fabric, or sevtsrgl such fiber reinforcement 
pieces laminat&d on top of each other and impregnated with epaxy rosin or the 

10 ifke. Prernanufactured, cut-tD-B?7o laminate structures irade of a suitablts ma- 
trix plastic grid roinforcing fiber which ore glued fogethor and to the blade care 
by using a Suitable gluing agent can ako he used both as the inner and the 
outer reinforcing elements. If tho blade oqto and the gluing and adhesive 
agents aro a thermoplastic plastic matozlal, the atUachmont can also be carried 

1ft out by melting. 

Fipane 5 is a side viavif of the bfado core used m the blade stnjcture 
according to Pigures 3 to +b. A presform of the blode rmy be much larger in its 
outer diiTiensions th^an tho final blade, which enables the preform to be formed 
e.g. by milling into blades with various profiles. Furthennofe. the edges of the 

20 blade rtiay be rounded. In order Cn onabie fhe stick to be customized player- 
specificaJly by jjhpping the bonJer. the borders may be intentionally ovenJi- 
mensioned. The bJade cqto rs preferably manufactured by injection molding, 
vvhfch gives a precisely dimensioned product. Furthermore, injection molding is 
well suited for mass production, v/hich ineans that manufacturifig costs remain 

25 low. An injection-molded blade cone mainly defines the dimensions and shape 
of the Wado. The blade is given its final curvaluro in connection with the as- 
sembfy pressing wheroin the strengthening layers and the shaft of the stick are 
attached to the blade preform. The bisde core may further be provided with s 
stiitabte space for the shaf( or guiding part^ 8 which alleviate the positioning of 

30 the shaff and the Jblade with respecl to each other but which do not substan- 
tia fly affect the strength of the blade. 

FiQure 6a rs a cross-sectfonal view of the blade core as seen at the 
h©9t of the biade and Figure 6b as seen at the tip of the blade. As can be seen 
from the figuros, the profile of the blade coi« is thicker at the heel of the blado 

35 than at the tip thereof. This is evident since due to the length of the blade, fhe 
heel part receives greater impacts than the tip of ttie blade where the toad 
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mainly consists of shear stress. Fgrthefmore, owing to the load causecJ by the 
puck and the playing surface, the cross secfign of the blade is greater at the 
lowei- edge than af the upper edge of tho blade. 

Figure 7a shows an asymmetririal blade core wherein only the left 
5 sicJe of the bigde ig provided with recesses for tho strengthening layers while 
the nght side is provided with a fiber-reinforced plastic layer laminated on the 
surface of the blade core with no recess. Sometimes such a siructurfj may be 
functional. Ficjurej 7b shows a second bJade structure asymmetrical with r^- 
spRct to its cenfraJ bkis and a blade core. JVow. the inner recess of the left side 

10 is deeper than a corresponding inner reeees in the right aide, whereby the left 
side comprisos two strengthening layers arranged within the itmer recess. De- 
pondtng on the depth qf the recesses and the fhkkneg© of the strengthening 
layers, 3 smgle recess may thus comprise sweraJ strengthening layers on top 
of each other; in addition, the dimensioning of the recesses may vary at differ- 

16 ent sides of the Wade Gor«, if necessary'. Further<tiorB, the recesses at the 
sshte side of the blade core m^y lie located asymmetrically with r^sjject to 
each other, a& the riglit hand recosses in Figur© 7b. Furthermore. Figure 7c 
shov.'s three fece^sQS within each other, buf dBpanding on thickness of ihe 
strengthening layers and other dimension if^g and sirutlure of thfj blade, there 

20 can even bo more recesses. Figure 7d further shows a blade of the invention 
v.fherein the outer re?cos5 extends all the way to the upper part of the blade, it' 
necessary, Iroth recesses may oxfend lo the upper part. Such a solution can 
be utilized when no pnatecting harder is neerfod at the Lfpper edge of the 
blade. 

25 Figures aa and 8b show a blade core 2 which fs asymmetrical with 

resp^tqi: to its central axis. One side of the bJade core id provided with a flat 
rec-ess 4b extending from the tip of the core to the heel thereof. The recess is 
formed in the "backhand", i.e. the convex, side of the blade. The blade is 
cun/ed later during the manufactuiing process. The lower edge.as wel( as the 

30 upper edge of the blado core 2 ate provided with protecting borders 7 to pro- 
tect tho blade against impacis and wear, Tf>e blade core is manufactured in 
advance, preferably of a fhermoplaatrc plastic material, such as ABS plaslic. 
The blade core is silmple and cost-efficient to mapkifacture by injection mold- 
ing. 

35 Figures 9a and gp show an elongated, flat stiffening element 5 to be 

arranged in a recess of the blade core at Figures 8s and 8h. Tho stiffening 
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element is preferably manufgctuied of a foamed plastic material, such as 
pofyurethane. The stiffening eleiriBnt may be maniifaciured e.g. by mold cast- 
ing. The density of fhe stiffening elemeat Is less than 0.5*10=* kg/m*. praferaWy 
less than 0.3*10* kg/m'\ whartvas the density of the blade core 2 is about 
1.1*10' kg/ml Jn the bOde structure, the light stiffening element replaces the 
densor bfatie cxire material, thus enabltncf b lightv\'eight blade structure. The 
dimensions and shape of the stiffening efemenf hav© been arranged to sub- 
starkfially correspond with the recess of the blade core. 

Figures fOg to 10c show the stages o1 manufacture of a blade 
structure to be assembled from the components according to Figures 8a to 9b. 
According to Figgrtj 10a, the sfiffening element 5 is sftacherf to the thinned 
iovver end of the shaft 3 in the firsf stgge of Ihe ^issembly. The attachment is 
preFerabli' carried out by utili7ing a hut-melt adhesive but also other attaching 
methods moy bo applied as necossaty. Figure 10b shows the second stage of 
ihe. assembly whereir^ a sock-like relnforcjrig iibric 10 is slipped on the stiff- 
ening eJement 6. The jieinforcing fabric is also extended around the lower part 
of the shaft 3. whereby the uniform strengthgning layer binds the shafl and the 
stiffening element together. The reinforcing fabric mainly comprises glass fi- 
bers but It may also comprise a necesssary amuunt of carbon and/or aramitf 
ffbers in order to achieve the desired rigidity charactRris^ics, Instead of the 
snck-/ike reinforcing fabric, the necossary fiher refnforcements can be wound 
on the stiffening element and tJie lower part of the shaft. The fiber reinforce- 
ment may bo pre-fmpregnafed with resin or it is impregnatod with a suitable 
amount of epoxy resin after the reinforcement has been fiiteri. Figure 10c 
shows the thiid stage of the assembly. The Integrated whole formed by the 
shaft 3, stiffening element 5 and fiber reinforcement 10 is arranged rn the re- 
cess 4b in the side of the bJade cor© 2, Nej(t, at least orte strengthening layer 6 
is further lamineled on both vertical sides of tho blade preform by otifelng a 
suitable plastic material. Thn strengthening layer may be a reinforcement fab- 
rrc cut to the shape Of the biade or a premanufsctured reinforcing laminate. 
Finally', the preform is arranged in a mold wl-ierein the structure is pressetJ to- 
gether and hardened with heat. DuUng tho press/ng procecSure, the bladq ob- 
tains a (fesired curvaturo, A pressed and hardened blade is provided with the 
desired curvature and thickness. The Jength of the blade, in turn, can stilf be 
worked as desired. Furthermore, it is possible to shape the side profile of the 
blade within the Smits se( by the protecting boitiers 7 at the upper and lower 
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edges of th« Uade core. The same bl^de cores can thus be used for manu- 
Facturing blades with different side profiJes. FurthermoTO, within certain restrie^ 
tions, it is also possible to customize Ihe blade accorcfing to the pereonaf pr^t- 
erences of a pfayer. 

Figure 1 1 shows a eras?; section of a blade manufactured according 
to Figures 10a to 10c in a jiighly simplified manner for Ihe sake of clarity, dif- 
ferent sfructural parts being shown in the figure. The sock-like or wound frber 
reinforcement 10 forms a seamtoss cover around the stiffening element 5 and 
the lower end of the shaft 3. Such a structure enables good torsional rigidity all 
10 the way from the shaff ta the blacfe. Furthermore, the blade core and the stiff- 
ening element defijie the cruss-sectional shape of the blade. The strengthen- 
ing laytirs 6 laminated on the oufer siLwfacea of the blade, in turn, provide the 
Made with floxural strertgJh and impact resistance needed rn slap shots. As 
can be seen Irom the frgure, t^e upper and lower edges of the blade are 
15 formed such that the fiber reinforcoments 0 of the sides do not extend to the 
edges buf at the edges tho blade core 2 extends farther than the remforce- 
ments. The bigdo core 2 manufactured of a tough pfastic material thus forms a 
wear-resistanl protecting border 7 at the lower and upper edges of the blade to 
protect thQ stiffening elements of tht? blade against wear. Tho blade thufj 
20 wears off abwfy in use, retaming its strength characteristics. As shown by the 
figure, the stiffening element is arranged or the backhand side F of the hiade, 
i.e. the convex side of the bfade. Tho blade coro 2 and the strengthening layer 
6 lamir^ated on the sfde thereof are provWed on the opposfte aide of the blado. 
i.e. the forehand side G. Slicks for Jeff^handers and right-handers are manu^ 
25 tacfured by utilizing oomponenls of the blade manufactured as mirror images 
of each other. 

The drawings and the related descriptfon are only intended to illus- 
trste the idea of the invention. In it? detaifs. the invention may vary within the 
scope of the cfaims. Consequently, a sofufion is also feasible whereir^ the 
30 blade core is provided with one reoess on its both sides. stiffeninQ Jayen? 
whfch fonn the outer surfaces of the side of the blade being Jaminated in the 
recess finonn a fiber-reinforced plasUc material. Furthermore, the invention may 
aJso be appJied to stn,4ctures rn detachable and changeable blades. 
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CLAJMS 

1. A method of manufacturijig a blade of a hockey slick or the like. 
Ihe method comprising [he fan awing st&ps: 

- arranging one or more strRrigtJiening layers In a first and a second 
vortical side of a core tbo blade premanwfectured of a wear-rBslstant pfastic 
material such that at leasf 8t a lovver edfje of the blade, the blade core extends 
farther than tho strangtheninG layers and terms a wear-r^isi^tant border for the 
erigo, 

- providing at leasf ono side of the? Wade core with a flat recR&s 
which iji parallel with a surface of the side and ^vhtch is at least apprDXImalely 
similar in length to the blade oore. 

- embedding af least on© of the strengthening Jayers In said recess 
to strengthen iho Wade. 

2. A method a*? claimed in ctaim 1, v/herein a blade core whose at 
least ono side is provided with at least (wo recesses of different size v.'ithin 
each other, an inner recess and an outer recess, and an Inner strengthening 
Jayer made of wood ii? arranged in the inaer recess and an outfjr strengthening 
fay^r made of s fiber- re inforcod plastic mat»rlai is laminated in the outof re- 
cess. 

3_ A method as claimed in claim 2. wherein the Wade Ig assembled 
from premanufactured structural components, whereby the irtner atreriglhoninQ 
eJe/nent cut off from a wooden platie and the outor strengthenmg element 
manufactured of nefnforcing fibers and a plastic malerial ar^ attached to the 
blade oore manufactured by njoction mofdlng. 

4- A method as cis^rmed In claim 1 comprising the following steps: 

- forming ar^ elongated strengthenmg Glemeat from a plastic mate- 
rial having a lower density than the material ot the blade core, the strengthen- 
ing element having a substantially similar shpp© to that of the recess in the 
side of the blade core, 

- fltfachbg the^ stiengther^ing f^tement to a fower end of a shaft of 
the sfick and arranging a fiber reinforcement around the strengthening element 
and the lower ond of the shafl. 

- attaching a blade preform formed by the strengthening element 
gnd the fiber reinforc«?mont to the recess In one side of .the bJade core, and 
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" attaching at least one outer strengthening layer substantially 
shyped as a side piiofrle of the blade to the first side surfactj and the second 
side surfgw ofXhe blade. 

5. A blade of a hockey stiq^k or the [ike, the blade compriiSing a core 
5 of th© blade and i>ne or more strength on infj layers cirranged in a first and g 

seoand vertical side of fhe blado core. Ihe blade core being mado of a wear-^ 
resistant plastic material and at legst at a lower edge of the blade, the blade 
coro extending farther than the strengthegning layers, wKoreby the lower edg« 
of the bbcJQ is pnovidecJ with a wear-resistant border, and at least ono side of 
10 the blade core being provided Vi^ilh a flat recess parallel with a surface nf the 
blade core, and at least one of sfiengthening layers in the side of the blade 
being arranged in said rece.s^. 

6. A blade as claimed in claim 5, wh^?rein the side of ths blade core 
i& pn3vided with t^y^o rcjcesses within oach other, and an inner strenythaning 

15 layer is arranged Irt i3n inner recess and an outer atrengthoning layer is ar- 
ranged in gn outer recess having a greater surface area. 

7. A blade claimed in claim 6, wherein tho inner strengtheriing 
layer is made of wood and iho outer sfrengthening layer is mado of a fiber- 
reinforceri plastic iioalerial. 

20 S. A blade of a hockey atfck or the Itke, tho blacJe comprising a core 

of the biade and one or rrwre strengthf?ninp[ layera arranged in a finst sind a' 
second verticaJ side or the blado cone, (he blade core ijeing mado of a wear- 
resistant pfastic material and at (east at a lower edge of the blade, tho blade 
core extending farther than the strenQthening layers, whereby the {ov;er edgo 

25 of the blade i& pnDvided with a wear-resistant border, and wheneir^ one side of 
the blade core is provided with a flat recess paraJlef with a surface of the side 
and at least approKimately similar in length to the blade cor©, the blade further 
comprising: 

- a strengthening element an-anged m the recess of the blade core, 
30 the strengthening element being substanfialty of a similar shape to that of a 
profile of the recess in fhe blade core and made of a plastic material having a 
lower density than that of the blade oore. and further, an outer surface of the 
strengthenmg elemefjt being provided with a cover layer made of reinforcing 
fibers and a plastic material, and 
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- at l&ast ane outer atrengthening layer attached to th© first and the 
second sides of the blade m\e and having s subsstantially almilar profile to that 
of the blade. 

9. A blade g.8 Claimed m claim 8, v/herein the fiber reinforcement 
£i layer arranged on top of the jjtrengthEning element extends to a lower end of a 

shaft of the stick, thus forming a uniforn^ reintorcement b(5t>,voen t)ie shaft and 
the blade. 

10. A Wade core comprisirtg a first and a second ver^lcpl side, a 
lower edge to be arranged against a playing surface and an upper edge oppo- 

0 site to the lower edge, a tip end g heel, the blade core boing manufacfure<i of 
a plastic material, and least on« aido of the blade core is provided with a flat 
recess far onabling a slrengtheoing layor to be arranged therein, the recess 
being paraflel with a surface of the blade core. 

11. A blade core ss claimtjd m daiin 10. vvhereir^ baih sidos of the 
5 blade core are provided with yjo recesses within each other for enabling one 

or more strengfhening layers to be arranged thereir>. 



